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(57) ABSTRACT

A positioning method positions a flexure whose front end side
is joined to an outside frame with respect to a load beam,
keeps the positioned state of the flexure and load beam, plas-
tically deforms the outside frame to bend the front end side of
the flexure so that the position of a tongue of the flexure is
adjusted to the position of a dimple of the load beam, and joins
the flexure and load beam to each other to keep the position
adjusted state of the tongue.

9 Claims, 6 Drawing Sheets
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1
METHOD OF POSITIONING HEAD
ATTACHING PART OF HEAD SUSPENSION
AND METHOD OF MANUFACTURING
HALF-FINISHED HEAD SUSPENSION

BACKGROUND OF THE INVENTION

1. Field of the Invention

The present invention relates to a method of positioning a
head attaching part of a flexure of a head suspension relative
to a supporting part of a load beam of the head suspension, a
method of manufacturing a half-finished head suspension,
and a half-finished head suspension.

2. Description of Related Art

A head suspension supports a read/write head to write and
read data to and from a hard disk in a hard disk drive. The head
suspension includes a load beam and a flexure. The load beam
applies load onto the read/write head at a front end thereof.
The flexure is laid on and joined to the load beam, to support
the flexure.

The flexure has a conductor pattern that is connected to the
head. Ata front end, the flexure has a tongue serving as a head
attaching part on which pads (electrodes) of the conductor
pattern are arranged. The tongue has a front face to which the
head is attached and a back face that is in contact with and is
supported with a dimple as a supporting part formed on the
load beam.

In a hard disk drive, the head of the head suspension
slightly floats from a hard disk when the hard disk is rotated
at high speed, to write and read data to and from the hard disk.
At this time, the head swings around the dimple, to stabilize
the attitude of itself.

To surely stabilize the attitude, the head must precisely be
positioned relative to the dimple. The requirement for the
head positioning preciseness is becoming severer as require-
ments for higher speed, higher capacity hard disk drives are
increasing.

To meet the requirements, JP2010-40116A discloses a
technique of correctly positioning the tongue, i.e., the head
attaching part of a flexure relative to the dimple of a load
beam.

This related art forms a reference hole in each of the flexure
and load beam and inserts a positioning pin into the reference
holes. The reference hole on the flexure is defined with a
conductor layer portion of the flexure. The conductor layer
portion is formed together with a conductor pattern in the
same layer.

The related art positions the flexure and load beam relative
to each other with the use of the reference holes and position-
ing pin, thereby positioning the conductor pattern and dimple
with respect to each other. With this, the related art correctly
positions the tongue relative to the dimple in accordance with
a head attaching position decided on the head attaching part
based on positions of pads of the conductor pattern.

The related art, however, has a problem that the reference
hole of the flexure defined with the conductor layer easily
deforms because the conductor layer is made of soft material
such as copper. If the reference hole deforms, it is impossible
to precisely position the tongue with respect to the dimple.

In addition, the related art must prepare a clearance
between the reference holes and the positioning pin and such
a clearance deteriorates the positioning accuracy of the
tongue with respect to the dimple.

SUMMARY OF THE INVENTION

An object of the present invention is to provide a method of
correctly positioning a head attaching part of a flexure with
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respect to a supporting part of a load beam. Another object of
the present invention is to provide a method of manufacturing
a half-finished head suspension with the positioning method.
Still another object of the present invention is to provide a
half-finished head suspension made by the manufacturing
method.

In order to accomplish the objects, an aspect of the present
invention provides a method of positioning a head attaching
part defined at a front end side of a flexure for attaching a
read/write head with respect to a supporting part of a load
beam when the flexure and the load beam are laid on and
joinedto each other on an outside frame to which the frontend
side of the flexure is joined. The method includes steps of
positioning the flexure with respect to the load beam and
keeping the positioned state of the flexure and load beam,
plastically deforming the outside frame to bend the front end
side of the flexure so that the position of the head attaching
part of the flexure is adjusted to the position of the supporting
part of the load beam, and joining the position-adjusted flex-
ure and load beam to each other to keep the position adjusted
state of the head attaching part.

This aspect of the present invention adjusts the position of
the head attaching part of the flexure by very small quantities
that are unable to adjust by simply positioning the flexure
relative to the load beam.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a plan view illustrating a half-finished head sus-
pension obtained from a positioning method according to a
first embodiment of the present invention;

FIG. 2 is a flowchart illustrating the positioning method
according to the first embodiment;

FIGS. 3A to 3C are schematic views illustrating the posi-
tioning method according to the first embodiment;

FIG. 4 is an enlarged view illustrating a deforming area of
an outside frame of the half-finished head suspension illus-
trated in FIG. 1;

FIG. 5 is an enlarged view illustrating a deforming area of
an outside frame of a half-finished head suspension according
to a second embodiment of the present invention; and

FIG. 6 is an enlarged view illustrating a deforming area of
an outside frame of a half-finished head suspension according
to a third embodiment of the present invention.

DETAILED DESCRIPTION OF EMBODIMENTS

Embodiments of the present invention will be explained.
Each embodiment positions a flexure with respect to a load
beam and plastically deforms an outside frame integral with
the flexure, thereby precisely positioning a head attaching
part of the flexure with respect to a supporting part of the load
beam.

The outside frame preferably includes a flexure frame that
is joined to a front end side of the flexure and a beam frame
that is joined to the load beam.

After the flexure is laid on the load beam and is positioned
with respect to the load beam, the flexure frame and beam
frame are fixed to each other at spots in an area where the
flexure frame and beam frame overlap each other. In this state,
at least one of the flexure frame and beam frame is plastically
deformed to correctly position the head attaching part of the
flexure with respect to the supporting part of the load beam.

The plastic deformation is preferably carried out with laser
beams. Instead, an actuator such as a piezoelectric element or
a linear motor may be used to directly apply force to the
outside frame and plastically deform the outside frame.
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A first embodiment will be explained in detail with refer-
ence to drawings.

FIG. 1 is a plan view illustrating a half-finished head sus-
pension obtained according to a positioning method.

A half-finished head suspension (hereinafter referred to as
the “framed suspension™) 1 includes a half-finished load
beam (hereinafter referred to as the “framed beam™) 3 and a
half-finished flexure (hereinafter referred to as the “framed
flexure”) 5. The framed beam 3 and framed flexure 5 are laid
on one another and joined together to form the framed sus-
pension 1 having a head suspension 9 supported with an
outside frame 7. The outside frame 7 is removed from the
framed suspension 1 and a magnetic head slider, i.e., a read/
write head (not illustrated) is attached to a head attaching part
of the flexure, thereby completing the head suspension 9.

In practice, the framed suspension 1 includes plural head
suspension 9 supported with the outside frame 7. For the sake
of clarity, the outside frame 7 supports only one head suspen-
sion 9 as illustrated in FIG. 1.

The framed beam 3 includes a load beam 11 and a beam
frame 13.

The load beam 11 is to apply load onto a slider to be
attached to the head attaching part of the flexure and includes
a rigid part 15 and a resilient part 17.

The rigid part 15 is made of a metal thin plate such as a
stainless steel thin plate. The rigid part 15 have bends 19a and
195 on both lateral sides to improve rigidity. A frontend of the
rigid part 15 has a dimple 23 serving as a supporting part to
support the head attaching part of the flexure. An intermediate
part of the rigid part 15 has a reference hole 25 and a base end
of the rigid part 15 is integral with the resilient part 17.

The resilient part 17 has a pair of legs 27a and 275b. An area
from an intermediate part of the resilient part 17 to a base end
of' the resilient part 17 that is a base end of the load beam 11
is laid on and fixed to a base plate 31 by laser welding at spots
W1. In FIG. 1, four welding spots W1 are formed on respec-
tive legs 274 and 276.

The base plate 31 is made of a metal thin plate such as a
stainless steel thin plate. In the vicinity of a side edge of the
base plate 31, there is a reference hole 33. At a central part of
the base plate 31, there is a circular boss 35. With the boss 35,
the base plate 31 is fitted to a carriage (not illustrated) that is
turned by a voice coil motor (not illustrated).

The beam frame 13 is integral with the resilient part 17 of
the load beam 11, and like the load beam 11, is made of a
metal thin plate such as a stainless steel thin plate. The beam
frame 13 includes beam frame bases 37a and 37b, beam
frame sides 39a and 3954, and a beam frame front 41.

The beam frame bases 37a and 375 extend from the legs
27a and 275 of the resilient part 17 in a width direction of the
load beam 11 and are integral with the beam frame sides 39«
and 395. The beam frame sides 39a and 3954 longitudinally
extend along the load beam 11 on both sides and are integral
with the beam frame front 41. The beam frame front 41
opposes a front end of the load beam 11 and has a reference
hole 43.

The beam frame bases 37a and 375, beam frame sides 39a
and 395, and beam frame front 41 ofthe beam frame 13 define
a space S in which the load beam 11 is positioned.

The framed flexure 5 includes the flexure 45 and a flexure
frame 47.

The flexure 45 includes a conductive base plate 50, an
insulating layer formed on the conductive base plate 50, and
a conductor pattern 51 formed on the insulating layer. The
conductive base plate 50 is made of, for example, thin stain-
less steel rolled plate having flexibility (resiliency).
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The flexure 45 extends from the base plate 31 up to a front
end of the load beam 11 and is joined to the base plate 31 and
load beam 11 by laser welding at spots W2 to W8.

A front end of the flexure 45 has a cantilever tongue 49 to
which a slider is attached. The tongue 49 is the head attaching
part that is supported with the supporting part, i.e., the dimple
23 of the load beam 11. A front face of the tongue 49 has a pad
(electrode) 53 connected to the conductor pattern 51 at a base
of the cantilevered shape. A back face of the tongue 49 is in
contact with and supported with the dimple 23 of the load
beam 11.

At an intermediate part of the flexure 45, there is a refer-
ence hole 55 corresponding to the reference hole 25 of the
rigid part 15 of the load beam 11. The reference hole 55 is
defined with the conductive base plate 50 of the flexure 45. On
each side of the reference hole 55 in a longitudinal direction,
there are the welding spots W2 and W3.

At an intermediate part of the flexure 45, there are projec-
tions 57a and 575 at locations corresponding to a base end of
the rigid part 15. On the projections 57a and 575, there are the
welding spots W4 and W5.

The flexure 45 has an intermediate exposed part 59 at a
location corresponding to an end of the base plate 31 between
the legs 27a and 275 of the resilient part 17 of the load beam
11. The intermediate exposed part 59 is surrounded with the
conductor pattern 51 and exposes the conductive base plate
50. In the intermediate exposed part 59, there is the welding
spot W6.

On the base plate 31, the flexure 45 has an end laterally
shifted to extend along a side edge of the base plate 31. The
end of the flexure 45 has an end exposed part 61 surrounded
with the conductor pattern 51. The end exposed part 61 has a
reference hole 63 corresponding to the reference hole 33 of
the base plate 31. On each side of the reference hole 63 in a
longitudinal direction, there are the welding spots W7 and
W8.

The flexure frame 47 forms the outside frame 7 together
with the beam frame 13. The flexure frame 47 is integral with
afront end side of the flexure 45 and includes a pair of flexure
frame arms 65a and 655 and a flexure frame body 67.

The flexure frame arms 65a and 655 are integral with the
front end side of the flexure 45 on each side with respect to a
longitudinal axial line of the flexure 45. The locations where
the flexure frame arms 65a and 655 join the front end side of
the flexure 45 correspond to the pad (electrode) 53 of the
flexure 45. The flexure frame arms 65a and 655 extend along
the flexure 45 and integrally join the flexure frame body 67.

The flexure frame body 67 opposes a front end of the
flexure 45. An end of the flexure frame body 67 forms an
overlapping area 69 that overlaps the beam frame front 41 of
the beam frame 13. The overlapping area 69 has a reference
hole 71 corresponding to the reference hole 43 of the beam
frame 13. On each side of the reference hole 71 in a width
direction, there are the welding spots W9 and W10 to join the
flexure frame 47 and beam frame 13 to each other.

The positioning method according to the first embodiment
will be explained with reference to FIGS. 1, 2, and 3A to 3C.
FIG. 2 is a flowchart illustrating the positioning method and
FIGS. 3A to 3C are schematic views illustrating the position-
ing method. Although the flexure 45 and load beam 11 are
slightly differently illustrated between FIGS. 1 and 3, they are
the same in structure.

The positioning method according to the first embodiment
lays the flexure 45 on the load beam 11 and fixes the flexure
45 and load beam 11 to each other on the outside frame 7. At
this time, the positioning method of the first embodiment is
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capable of precisely positioning the tongue 49 of the flexure
45 with respect to the dimple 23 of the load beam 11.

InFIG. 3A, the framed flexure 5 is laid on the framed beam
3. In this state, step S1 of FIG. 2 positions the flexure 45 with
respect to the load beam 11 and keeps the positioned state.

Namely, step S1 inserts as illustrated in FIGS. 1 and 3A a
positioning pin 73 into the reference holes 71 and 43 of the
flexure frame 47 and beam frame 13, a positioning pin 75 into
the reference holes 55 and 25 of the same, and a positioning
pin 77 into the reference holes 63 and 33 of the same.

This positioning generally positions the flexure 45 with
respect to the load beam 11. At this time, the tongue 49 of the
flexure 45 is approximately positioned with respect to the
dimple 23 of the load beam 11.

This positioned state is maintained by keeping the inserted
state of the positioning pins 73, 75, and 77 and/or by tempo-
rarily joining the flexure 45 and load beam 11 to each other
with a laser beam L1 as illustrated in FIG. 3A. In this embodi-
ment, laser beams are emitted from a laser emitter (not
shown) controlled by a controller (not shown).

The temporary joining may be carried out at any one of or
a certain combination of the welding spots W4 to W8 (FIG.
1). The temporary joining is carried out at a location away
from the front end side of the flexure 45 compared with the
permanent welding spot W2 (explained later) closest to the
tongue 49. Then, the positioning method transitions to step
S2.

Step S2 joins segments of the outside frame 7 to each other
with laser beams .2 and [.3 as illustrated in FIG. 3A. Namely,
step S2 welds the flexure frame 47 and beam frame 13 to each
other at the welding spots W9 and W10 in the overlapping
area 69.

The welding in the overlapping area 69 may be carried out
when the flexure 45 and load beam 11 are temporarily joined
together with the laser beam L[1. Then, the positioning
method transitions to step S3.

Step S3 measures a positioning accuracy or error between
the dimple 23 of the load beam 11 and the tongue 49 of the
flexure 45. Namely, step S3 measures a deviation of the
tongue 49 relative to the dimple 23. The deviation, i.e., the
positioning error is of several microns and is exhibited by
clearances between the reference holes 43, 71, 25, 55, 33, and
63 and the positioning pins 73, 75, and 77, or a slider attaching
position decided on the tongue 49 according to the position of
the pad 53 of the flexure 45. This measurement is carried out
with the use of an information processing apparatus such as a
computer and a known image processing technique such as an
image superimposing technique. Then, the positioning
method transitions to step S4.

Step S4 determines whether or not the positioning error of
the tongue 49 measured in step S3 is within an allowable
range. Ifit is out of the allowable range, step S5 is carried out,
and if it is within the allowable range, step S6 is carried out.

Step S5 adjusts the position of the tongue 49 of the flexure
45 by plastically deforming the flexure frame 47 with laser
beams [.4 and L5 as illustrated in FIG. 3B.

FIG. 4 is an enlarged view illustrating deforming areas
defined on the flexure frame 47 of the outside frame 7.

In FIG. 4, the flexure frame 47 includes the deforming
areas 79 and 81 depicted with hatches on the flexure frame
arms 65a and 655. When the laser beams [.4 and L5 in FIG.
3B irradiate the deforming areas 79 and 81, the flexure frame
arms 654 and 656 deform to pull the front end side of the
flexure 45. As a result, the front end side of the flexure 45
bends so that the position of the tongue 49 is adjusted relative
to the position of the dimple 23 of the load beam 11.
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Although step S1 temporarily joins the flexure 45 and load
beam 11 to each other, the temporary joined location is away
from the front end side of the flexure 45 compared with the
permanent welding spot W2, and therefore, the front end side
of the flexure 45 is bendable with the laser beams [.4 and L5
applied to the deforming areas 79 and 81, to precisely adjust
the position of the tongue 49.

The quantity of the position adjustment carried out in step
S5 is dependent on factors including laser beam irradiating
locations in the deforming area 79 and 81 and the intensity of
the laser beams 1.4 and L.5. These factors may be listed in an
adjustment table so that the table is referred to according to a
measured positioning error when carrying out a position
adjustment for correcting the positioning error.

After step S5, step S3 is again carried out to measure a
positioning error of the tongue 49. These steps are repeated
until the position of the tongue 49 comes within the allowable
range.

Once step S4 determines that the position of the tongue 49
is within the allowable range, step S6 is carried out.

Step S6 permanently joins the flexure 45 and load beam 11
to each other with laser beams .6 and L7 as illustrated in FIG.
3C. More precisely, the flexure 45 and load beam 11 are
welded together at the welding spots W2 to W5 (except W4 or
W5 used for the temporary joining) of FIG. 1. At this time, the
permanent welding is also carried out at the welding spots W4
to W8 if they are not used for the temporary welding or if no
temporary welding is carried out.

The permanent welding maintains the position adjusted
state of the tongue 49 of the flexure 45.

Through these steps, the first embodiment corrects a posi-
tioning error of several microns between the dimple 23 and
the tongue 49 that is not adjustable by the related art or by only
positioning the flexure 45 with respect to the load beam 11.
On completion of the position adjustment of the tongue 49 of
the flexure 45, production of the framed suspension (half-
finished head suspension) 1 completes.

Effects of the first embodiment will be explained.

The positioning method according to the first embodiment
lays the flexure 45 whose front end side is joined to the outside
frame 7 on the load beam 11, positions the flexure 45 relative
to the load beam 11, keeps the positioned state (positioning
step), plastically deforms the outside frame 7 to bend the front
end side of the flexure 45 and correctly adjust the position of
the tongue 49 of the flexure 45 with respect to the dimple 23
of the load beam 11 (plastically deforming step), joins the
load beam 11 and flexure 45 together, and maintains the
position-adjusted state of the tongue 49 (joining step).

The first embodiment is capable of precisely adjusting the
position of the tongue 49 with respect to the dimple 23 and
improving a positioning accuracy of the tongue 49 that are
unachievable by the related art or by simply positioning the
flexure 45 relative to the load beam 11.

When the load beam 11 and flexure 45 are positioned
relative to each other, there will be a positioning error of
several microns due to clearances between the reference holes
43,71, 25,55, 33, and 63 and the positioning pins 73, 75, and
77, or an error in a slider attaching position that is dependent
on the position of the pad 53. The first embodiment is capable
of correcting such a positioning error of several microns.

The first embodiment plastically deforms the outside frame
7 that is discarded when finishing the head suspension 9.
Namely, the first embodiment carries out no position adjust-
ing process directly on the head suspension 9, thereby sup-
pressing variation in the dynamic characteristics of the head
suspension 9.
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The first embodiment easily carries out the plastic defor-
mation of the outside frame 7 by using laser beams.

According to the first embodiment, the outside frame 7
includes the flexure frame 47 connected to the front end side
of'the flexure 45 and the beam frame 13 connected to the load
beam 11. The flexure frame 47 and beam frame 13 are con-
nected to each other at the overlapping area 69 where the
frames 47 and 13 overlap each other when the flexure 45 and
load beam 11 are positioned with respect to each other. There-
after, the flexure frame 47 that is one of the flexure frame 47
and beam frame 13 is plastically deformed to correctly adjust
the position of the tongue 49 with respect to the dimple 23.

The first embodiment effectively uses the flexure frame 47
and beam frame 13 to easily handle the flexure 45 and load
beam 11 and precisely position the tongue 49 with respect to
the dimple 23.

The flexure frame 47 includes the flexure frame arms 65a
and 655 that extend on each side with respect to a longitudinal
axis of the flexure 45 and are connected to the front end side
of the flexure 45. The flexure frame arms 65a and 655 are
plastically deformed to correctly adjust the position of the
tongue 49 with respect to the position of the dimple 23.

This configuration allows the front end side of the flexure
45 to be correctly deformed to precisely position the tongue
49 with respect to the dimple 23.

The flexure frame 47 and beam frame 13 are provided with
the reference holes 43, 71, 25, 55, 33, and 63. Into these
reference holes, the positioning pins 73, 75, and 77 are
inserted to position the flexure 45 and load beam 11 with
respect to each other and keep the positioned state.

This technique easily positions the flexure 45 and load
beam 11 with respect to each other, keeps the positioned state,
and allows the position of the tongue 49 to be precisely
adjusted to the position of the dimple 23.

The first embodiment temporarily joins the positioned
flexure 45 and load beam 11 to each other at a location away
from the front end side of the flexure 45 compared with the
permanent welding spot W2.

This allows the front end side of the flexure 45 to be
deformed to precisely position the tongue 49 with respect to
the dimple 23 while accurately keeping the positioned state of
the flexure 45 and load beam 11.

At the time of temporarily joining the flexure 45 and load
beam 11 to each other, the flexure frame 47 and beam frame
13 can be joined to each other in the overlapping area 69.

This technique, even involving the temporary joining of the
positioned flexure 45 and load beam 11, shortens a time, i.e.,
improve takt time for positioning the tongue 49 relative to the
dimple 23 and producing the framed suspension 1.

The first embodiment as a method of manufacturing semi-
finished head suspension carries out final or permanent weld-
ing on the flexure 45 and load beam 11, to provide the framed
suspension 1 that includes the head suspension 9 and outside
frame 7.

Namely, the first embodiment provides the framed suspen-
sion 1 on completion of the precise positioning of the tongue
49.

In the framed suspension 1, the tongue 49 of the flexure 45
is correctly positioned with respect to the dimple 23 of the
load beam 11, and therefore, a slider to be attached to the
flexure 45 is correctly positioned with respect to the dimple
23.

Accordingly, the framed suspension 1 according to the first
embodiment is capable of providing the precision head sus-
pension 9 when the outside frame 7 is cut from the framed
suspension 1 and a slider is attached to the flexure 45.
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A second embodiment will be explained with reference to
FIG. 5. FIG. 5 is an enlarged view illustrating a deforming
area of an outside frame of a head suspension. The second
embodiment is similar to the first embodiment, and therefore,
like parts are represented with like reference numerals, or like
reference numerals plus “A” to omit overlapping explana-
tions.

The second embodiment provides the outside frame 7A
with symmetrical lateral arms 834 and 835 and symmetrical
longitudinal arms 85a and 855. Hereinafter, the one lateral
arm 83a and longitudinal arm 85a will be mainly explained
and numerals of the other lateral arm 835 and longitudinal
arm 85b and relevant structures thereof will be indicated in
parentheses.

The lateral arms 83a and 835 extend in a width direction of
aflexure 45. A first end of the lateral arm 83a (835) is integral
with one of aflexure frame 47 and abeam frame 13A. Accord-
ing to the second embodiment, the first end of the lateral arm
83a (835) is integral with a beam frame side 394 (395) of the
beam frame 13A. A second end of the lateral arm 83« (835) is
laid on the other of the flexure frame 47 and beam frame 13A.
According to the second embodiment, the second end of the
lateral arm 83a (835) is laid on a flexure frame arm 65a (656)
of'the flexure frame 47. Accordingly, the lateral arms 83a and
83b form overlapping parts 69Aa and 69Ab on the flexure
frame 47.

The longitudinal arms 85a and 855 extend in a longitudinal
direction of the flexure 45. A first end of the longitudinal arm
85a (855) is integrally connected to a beam frame front 41 of
the beam frame 13A, an intermediate part thereof to the
lateral arm 83a (835), and a second end thereof'to a reinforc-
ing arm 87a (875).

The reinforcing arm 874 (875) extends in the width direc-
tion of the flexure 45. A first end of the reinforcing arm 87«
(87b) is integrally connected to the longitudinal arm 85a
(85b) and a second end thereof to the beam frame side 39a
(395) of the beam frame 13A.

The lateral arms 83a and 836 and longitudinal arms 85«
and 855 define deforming areas 89a, 895, 91a, and 915,
respectively, so that the lateral arms 83« and 835 and longi-
tudinal arms 85a and 855 are deformed to separately adjust
the lateral and longitudinal positions of a tongue 49 relative to
a dimple 23.

At this time, the flexure frame arms 65a and 6554 of the
flexure frame 47 may also be plastically deformed to adjust
the position of the tongue 49.

The second embodiment provides effects similar to those
of the first embodiment. In addition, the second embodiment
can separately deform the lateral arms 83a and 835 and lon-
gitudinal arms 854 and 855 to separately adjust the lateral and
longitudinal positions of the tongue 49. Accordingly, the sec-
ond embodiment is capable of more precisely and flexibly
adjusting the position of the tongue 49 with respect to the
position of the dimple 23.

A third embodiment will be explained with reference to
FIG. 6. FIG. 6 is an enlarged view illustrating a deforming
area of an outside frame of a head suspension. The third
embodiment is similar to the first embodiment, and therefore,
like parts are represented with like reference numerals, or like
reference numerals plus “B” to omit overlapping explana-
tions.

The third embodiment provides an outside frame 7B with
symmetrical wavy arms 93a and 934.

The wavy arms 93a and 935 extend in a width direction of
a flexure 45 and are waved so that the wavy arms replicate
plural times in a direction orthogonal to an extending axis
along the width direction of the flexure 45. The shape of the
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wave arms 93a and 936 are not particularly limited and may
be sinusoidal, sawtooth, rectangular, trapezoidal, triangular,
or the like. Hereinafter, the one wavy arm 93a will be mainly
explained and numerals of the other wavy arm 935 and rel-
evant structures thereof will be indicated in parentheses.

A first end of the wavy arm 93a (935) is connected to one
of'a flexure frame 47 and a beam frame 13B. According to the
third embodiment, the first end of the wavy arm 93a (935) is
integrally connected to a beam frame side 39a (395) of the
beam frame 13B. A second end of the wavy arm 93a (935) is
laid on the other of the flexure frame 47 and beam frame 13B.
According to the third embodiment, the second end of the
wavy arm 93a (935) is laid on a flexure arm 654 (655) of the
flexure frame 47.

The wavy arm 93a (935) has a wavy part 95a (95b) on
which a deforming area 97a (97b) is defined. The wavy arms
93a and 935 are plastically deformed to correctly adjust the
position of a tongue 49 with respect to a dimple 23.

At this time, the flexure frame arms 65a and 6556 of the
flexure frame 47 may also be plastically deformed to adjust
the position of the tongue 49.

The third embodiment provides effects similar to those of
the first embodiment.

In addition, the third embodiment is capable of buffering
the influence of position adjustments of tongues 49 among
adjacent head suspensions 9 that are chained in an outside
frame 7B.

According to the embodiments mentioned above, the out-
side frame 7 (7A, 7B) includes the flexure frame 47 and beam
frame 13 (13 A, 13B). The present invention is also applicable
to an outside frame without a beam frame, i.e., an outside
frame connected only to the flexure 45.

For such an outside frame connected only to the flexure 45,
the present invention plastically deforms the outside frame to
correctly adjust the position of the tongue 49 of the flexure 45
like the above-mentioned embodiments.

What is claimed is:

1. A method of positioning a head attaching part defined at
a front end side of a flexure for attaching a read/write head
with respect to a supporting part of a load beam when the
flexure and the load beam are laid on and joined to each other
on an outside frame to which the front end side of the flexure
is joined, the method comprising steps of:

positioning the flexure with respect to the load beam and

keeping the positioned state of the flexure and load
beam;

plastically deforming the outside frame to bend the front

end side of the flexure so that the position of the head
attaching part of the flexure is adjusted to the position of
the supporting part of the load beam; and

joining the position-adjusted flexure and load beam to each

other to keep the position-adjusted state of the head
attaching part; and

wherein the plastically deforming step is carried out by

irradiating areas defined on the outside frame with laser
beams.

2. The method of claim 1, wherein the outside frame
includes a flexure frame joined to the front end side of the
flexure and a beam frame joined to the load beam,
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the positioning step joins the flexure frame and beam frame
to each other in an overlapping area where the flexure
frame and beam frame overlap each other in the posi-
tioned state of the flexure and load beam, thereby keep-
ing the positioned state of the flexure and load beam, and

the plastically deforming step is carried out by plastically
deforming at least one of the flexure frame and beam
frame.

3. The method of claim 2, wherein the flexure frame has a
pair of flexure frame arms that are joined to the front end side
of the flexure on each side of a longitudinal axial line of the
flexure, and

the plastically deforming step is carried out by plastically

deforming at least the flexure frame arms.

4. The method of claim 2, wherein the outside frame
includes a lateral arm that extends in a width direction of the
flexure from one of the flexure frame and beam frame and has
an end overlapping the other of the flexure frame and beam
frame and a longitudinal arm that extends in a longitudinal
direction of the flexure between the lateral arm and the beam
frame, and

the plastically deforming step is carried out by plastically

deforming the lateral and longitudinal arms separately
so that the position of the head attaching part of the
flexure with respect to the position of the supporting part
of the load beam is separately adjusted in the width and
longitudinal directions of the flexure.

5. The method of claim 2, wherein the outside frame
includes a wavy arm that extends from one of the flexure
frame and beam frame and has an end overlapping the other of
the flexure frame and beam frame, an

the plastically deforming step is carried out by plastically

deforming the wavy arm.

6. The method of claim 2, wherein the flexure frame and
beam frame have reference holes and the flexure and load
beam have reference holes, and

the positioning step are carried out by inserting positioning

pins into the reference holes, thereby positioning the
flexure with respect to the load beam and keeping the
positioned state of the flexure and load beam.

7. The method of claim 1, wherein the positioning step
temporarily joins the positioned flexure and load beam to
each other at a location away from the front end side of the
flexure relative to a spot that is used to join the position-
adjusted flexure and load beam to each other, thereby keeping
the positioned state of the flexure and load beam.

8. The method of claim 7, wherein the positioning step
simultaneously joins the flexure frame and beam frame to
each other and temporary joins the positioned flexure and
load beam to each other by laser welding.

9. A method of manufacturing a half-finished head suspen-
sion, including the steps of the method of claim 1, wherein the
joining step joins the position-adjusted flexure and load beam
to each other, thereby forming the half-finished head suspen-
sion in which a head suspension is connected to the outside
frame.



